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REMARKS 



Applicants submit this Amendment, accompanied by an Appendix to Amendment Dated 
January 30, 2003, an Inforaiation Disclosure Statement Under 37 C.F.R. § 1.97(c), a certified 
copy of patent application No. 97830633.0, filed November 28, 1997, in the European Patent 
Office, and a Petition for Extension of Time, in response to the Office Action mailed July 31, 
2002. 

In this Amendment, Applicants amend the title and the specification. Additionally, 
Applicants amend independent claims 39 and 76-80 to recite "wherein each respective deposition 
section extends in a substantially U-shaped conformation against a profile in transverse section 
of the toroidal support or a previously-deposited deposition section, substantially over an entire 
length of the respective deposition section" to better define the claimed invention. Further, 
Applicants make other amendments to independent claims 39, 46, and 76-80 to improve clarity. 

Before entry of this Amendment, claims 39-57 and 67-80 were pending in this 
apphcation. After entry of this Amendment, claims 39-57 and 67-80 remain pending in this 
application. 

The originally- filed specification, claims, abstract, and drawings fully support the 
amendments to the title, the specification, and claims 39, 46, and 76-80. No new matter was 
introduced. 

In the Office Action, the Examiner agreed that the same restriction requirement made in 
parent U.S. patent application No. 09/198,241 would have been made in the present application 
and acknowledged Applicants' provisional election, with traverse , of Group I, claims 39-57 and 
67-80; rejected claims 39-45, 47-57, and 74-80 under 35 U.S.C. § 103(a) as being unpatentable 
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over U.S. Patent No. 3,356,553 to Frazier ("Frazier") in view of U.S. Patent No. 1,420,61 1 to 
Dickinson ("Dickinson") and U.S. Patent No. 0,990,392 to Rowley ("Rowley"); rejected 
claims 67-69 under 35 U.S.C. § 103(a) as being unpatentable over Frazier in view of Dickinson 
and Rowley, and further in view of U.S. Patent No. 3,580,781 to Mollis et al. ("HoUis"); rejected 
claims 70 and 71 imder 35 U.S.C. § 103(a) as being unpatentable over Frazier in view of 
Dickinson and Rowley, and further in view of U.S. Patent No. 4,743,322 to Hob-oyd et al. 
("Holroyd I") and U.S. Patent No. 4,983,239 to Holroyd et al. ("Hob-oyd II"); rejected claims 72 
and 73 under 35 U.S.C. § 103(a) as being unpatentable over Frazier in view of Dickinson and 
Rowley, and further in view of U.S. Patent No. 4,963,207 to Laurent ("Laurent"); and allowed 
claim 46. 

Applicants respectfully traverse the Examiner's rejections. 

Allowed Claim 

Applicants gratefully acknowledge the Examiner's statement that claim 46 is allowed. 

Right of Prioritv and Benefit 

In a Preliminary Amendment filed June 5, 2001, Applicants claimed the benefit under 
35 U.S.C. § 120 based on parent U.S. Patent Application Serial No. 09/198,241, filed 
November 24, 1998, in the U.S. Patent and Trademark Office("USPTO"). Applicants also 
claimed the right of priority under 35 U.S.C. § 1 19(a) - (d) based on patent appUcation 
No. 97830633.0, filed November 28, 1997, in the European Patent Office. Further, Applicants 
also claimed the benefit imder 35 U.S.C. § 1 19(e) based on prior- filed, copending provisional 
application No. 60/098,380, filed August 28, 1998, in the USPTO. 
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The papers filed with this Amendment include a certified copy of patent application 
No. 97830633.0. 

Applicants respectfully request that the Examiner expressly acknowledge Applicants' 
claims to the right of priority and benefit in the next paper mailed from the USPTO. 

Section 103(a) Rejections — Independent Claims 

To estabhsh a prima facie case of obviousness under 35 U.S.C. § 103(a) using multiple 
references, each of three requirements must be met. First, the references, when combined, must 
teach or suggest all the claim limitations. (M.P.E.P. 2143.03 (8^^ ed. 2001)). Second, there must 
be some suggestion or motivation, either in the references themselves or in the knowledge 
generally available to one of ordinary skill in the art, to combine the references in a manner 
resulting in the claimed invention. (M.P.E.P. 2143.01 (8^^ ed. 2001)). Third, there must be a 
reasonable expectation of success that the proposed combination will work for the intended 
purpose. (M.P.E.P. 2143.02 (8^^ ed. 2001)). Moreover, the second and third requirements "must 
both be found in the prior art, not in appUcant's disclosure." (M.P.E.P. 2143 (8^^ ed. 2001)). 

Independent claims 39 and 76-80, as amended, recite "at least one continuous strip 
element comprising a plurality of longitudinal and parallel thread elements at least partly coated 
with at least one layer of raw elastomeric material" and "depositing the at least one continuous 
strip element onto a toroidal support in alternating deposition sections[,] wherein each respective 
deposition section extends in a substantially U-shaped conformation against a profile in 
transverse section of the toroidal support or a previously-deposited deposition section, 
substantially over an entire length of the respective deposition section . . . ." Thus, the at least 
one continuous strip element is deposited onto the toroidal support in altemating deposition 
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sections so that the respective deposition sections extend against a profile in transverse section of 
the toroidal support or a previously-deposited deposition section, substantially over an entire 
length of the respective deposition section . 

As admitted by the Examiner, Frazier does not disclose a toroidal support. Thus, Frazier 
does not disclose depositing its carcass strip material against a toroidal support substantially over 
an entire length of a layer. In fact, such a disclosure would not be physically compatible with 
Frazier' s first laying an outer layer of carcass strip material and subsequent laying an inner layer 
particularly when, as disclosed in Frazier, each outer layer overlaps the subsequently laid inner 
layer. 

Additionally, Applicants note that Dickinson does not disclose at least one continuous 
strip element comprising a plurality of longitudinal and parallel thread elements at least partly 
coated with at least one layer of raw elastomeric material. Instead, it discloses the use of cords 
or threads that are not elasticallv bonded until after the angle of the cords or threads is shifted by 
moving rings 1 1 inwardly. (Dickinson, p. 2/11. 46-48 and p. 3/11 6-26). Applicants submit that 
such shifting of the angle of the cords or threads is not consistent with a sticky, raw rubber 
carcass strip material reinforced by one or more cords, as disclosed by Frazier. Further, 
Dickinson does not disclose depositing its cords or threads against core 10 substantially over an 
entire length of a deposition section. Rather, Dickinson discloses wrapping the ends of the 
deposition sections around rings 11, where the rings are held a distance away fi"om the core . (Id,, 
p. 2/11. 109-126 and Fig. 2). 

Rowley also does not disclose at least one continuous strip element comprising a plurality 
of longitudinal and parallel thread elements at least partly coated with at least one layer of raw 



-36 



FINNEGAN 
HENDERSON 
FARABOW 
GARRETT& 
DUNNERLtP 

1300 I Street, NW 
Washington, DC 20005 
202.408.4000 
Fax 202.408.4400 
www.fin negan .com 



Application Serial No. 09/873,330 
Filing Date: June 5, 2001 
Attorney Docket No. 7040.0020.01 



elastomeric material. Instead, it simply discloses an adhesive friction fabric. (See, e.g., Rowley , 
p. 3/11. 9-11). And, Rowley's addition of clencher bead rings aroimd the edges of the partially- 
built-up carcass shell (id., p. 3/11. 76-81) is significantly different than the construction of either 
Dickinson or Frazier, both of which wrap carcass strip material (Frazier) or cords or threads 
(Dickinson) around bead rings. 

Thus, Applicants submit that neither Dickinson nor Rowley can be properly combined 
with Frazier to arrive at the present invention. And, no proper combination of the cited prior art 
teaches, discloses, or suggests Applicants' claimed invention as recited in independent claims 39, 
46, or 76-80. For at least these reasons, no prima facie case of obviousness under 35 U.S.C. 
§ 103(a) has been established. Therefore, Applicants submit that independent claims 39, 46, and 
76-80 are patentable over the cited references including Frazier, Rowley, Dickinson, and the 
other art of record. 

Section 103(a) Rejections — ^Dependent Claims 
Applicants submit that dependent claims 40-45, 47-57, and 67-75 are patentable over the 
cited references including Frazier, Rowley, Dickinson and the other art of record; in particular, at 
least due to the dependency of claims 40-45, 47-57, and 67-75 from independent claim 39 or 
claims dependent from independent claim 39. 

Claim Scope 

In discussing the specification, claims, abstract, and drawings in this Amendment, it is to 
be understood that Applicants are in no way intending to limit the scope of the claims to any 
exemplary embodiments described in the specification or abstract and/or shown in the drawings. 
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Rather, Applicants believe that Applicants are entitled to have the claims interpreted broadly, to 
the maximum extent permitted by statute, regulation, and applicable case law. 



In view of the foregoing amendments and remarks. Applicants respectfully request the 
reconsideration and reexamination of this Application and the timely allowance of pending 
claims 39-80. 

Please grant any extensions of time required to enter this response and charge any 
additional required fees to our Deposit Account No. 06-0916. 



Summary 



Respectfully submitted, 



FINNEGAN, HENDERSON, FARABOW, 
GARRETT & DUNNER, L.L.P. 



Dated: January 30, 2003 



By: 




Lawrence F. Galvin 
Reg. No. 44,694 
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APPENDIX TO AMENDMENT DATED JANUARY 30, 2003 



Amendments to the Title 



Please amend the title, as follows: 



METHOD OF MAKING A TIRE[S] FOR A VEHICLE WHEEL[S] 



Amendments to the Specification 

Please amend the specification, as follows: 

Page 1, line 4, amend the section heading, as follows: 

[FIELD AND] BACKGROUND OF THE INVENTION 



Page 1, lines 20-25, amend the paragraph, as follows: 
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Applied to the carcass structure, at a circumferentially^extemal position thereof, is a belt 
structure comprising one or[e] more belt strips in the form of a closed ring, essentially consisting 
of textile or metal cords suitably oriented relative to each other and to the cords belonging to the 
underlying carcass pHes. 

Page 2, lines 5-8, amend the paragraph, as follows: 
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In accordance with traditional production methods, essentially the above^listed tire 
components are first made separately fi'om each other to be then assembled during a tire- 
manufacturing step. 



Page 2, lines 27-35, amend the paragraph, as follows: 



For example, U.S. Patent No. 5,453, 140^ herein quoted as an example of the [most] 
pertinent [state of the] art, discloses a method and an apparatus according to which the carcass 
structure is formed by laying down a single continuous thread according to alternating deposition 
paths placed consecutively in side^by^side relationship in a circumferential direction, onto a 
toroidal support having a shape corresponding to the inner shape of the tire to be made. 



Page 2, line 36 - page 3, line 5, amend the paragraph, as follows: 



In more detail, the toroidal support is previously coated with a raw-rubber layer having a 
dual function, i.e.^ that of conveniently adhering to the deposited thread so as to hold the 
individual deposition sections thereof at a fixed positioning, and that of forming an air-proof 
inner liner in the finished tire. 
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Page 3, lines 22-28, amend the paragraph, as follows: 
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At the instant intervening between formation of a deposition section and formation of the 
subsequent deposition section, the toroidal support is rotated through a predetermined angular 
pitch, making the apparatus ready for formation of a new deposition section disposed 
circumferentially in side^by^side relationship with the previously deposited section. 

Page 4, lines 10-16, amend the paragraph, as follows: 



Within the scope of the carcass structure manufacture, as can be [leamt] learned from 
Patents EP 0^664^231 and EP 0^664^232, the deposition sections formed by the individual thread- 
like element are also provided to be placed in an alternated sequence at axially^opposite positions 
relative to one or more annular anchoring elements constituting said bead cores. 



Page 4, line 26 - page 5, line 12, amend the paragraph, as follows: 
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In more detail, the invention relates to a method of making a tire for vehicle wheels, 
wherein manufacturing of the carcass structure involves formation of at least one carcass ply by 
the following steps: preparing at least one continuous strip-like element comprising a plurality 
of longitudinal and parallel thread-like elements at least partly coated with at least one layer of 
raw elastomer material; depositing the strip-like element onto a toroidal support in alternated 
deposition sections each extending according to a substantially U-shaped conformation about the 
profile in transverse section of the toroidal support, to define two side portions substantially 
extending in planes orthogonal to a geometric axis of rotation of the toroidal support at mutually 
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spaced apart positions in an axial direction, and a crown portion extending in a radially^extemal 
position between the side portions, the crown portions of each deposition section being disposed 
consecutively in side^by^side relationship along the circumferential extension of the toroidal 
support, whereas the side portions of each deposition section are each partly overlapped with a 
side portion of at least one consecutive deposition section. 



Page 5, lines 13-16, amend the paragraph, as follows: 



In more detail, the side portions in mutual-overlapping relationship are caused to 
mutually converge [at] toward the geometric axis of rotation of the toroidal support. 

Page 5, lines 27-31, amend the paragraph, as follows: 
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In a preferential solution^ the individual deposition sections are sequentially laid down 
onto the toroidal support according to a circumferential distribution pitch corresponding to the 
width of the strip-like element. 

Page 7, lines 15-23, amend the paragraph, as follows: 

This retaining step of the strip-like element is^ for example^ carried out by disposing a 
retaining element alongside the second side portion after translation of the distributor element 
radially close to the geometric axis of rotation of the toroidal support, so that the strip-like 
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element is turned back about the retaining element^ thereby forming the bending region as a 
result of translation of the distributor element radially away from the geometric axis of rotation 
of the toroidal support. 



Page 9, lines 22-27, amend the paragraph, as follows: 



Application of the belt structure preferentially further comprises the step of forming at 
least one second belt strip by winding of at least one continuous thread-like element in coils 
disposed axially in side^by^side relationship and extending circumferentially about the first belt 
strip. 



Page 9, lines 28-34, amend the paragraph, as follows: 



If required, the winding coils formed by the elongated element can be disposed mutually 
in side^by^side relationship according to a variable axial-distribution pitch, which is^ for 
example^ greater close to the equatorial median plane of the toroidal support relative to the 
opposite side edges of the belt structure. 
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Page 12, lines 27-30, amend the paragraph, as follows: 
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- Fig. 18 is a fragmentary perspective view in section showing the tire in reference 
provided with an inextensible annular structure made in accordance with [a possible] an 
ahemative embodiment of the invention; and 



Page 12, lines 31-33, amend the paragraph, as follows: 



- [fig.] Fig. 19 is a transverse half-section showing a tire in accordance with the 
invention mounted on a respective rim and in a condition of slip run. 



Page 12, line 34, amend the section heading, as follows: 



DETAILED DESCRIPTION OF [THE PREFERRED] EXEMPLARY EMBODIMENTS 



Page 13, lines 20-25, amend the paragraph, as follows: 



FINNEGAN 
HENDERSON 
FARABOW 
CARRETT& 
DUNNERLif 

1300 I Street, NW 
Washington, DC 20005 
202.408.4000 
Fax 202.408.4400 
www.finnegan.com 



The carcass structure 2 may possibly be coated, on its inner walls, with an air-proof 
elastomer-material layer 10, i.e.^ a so-called "liner", essentially consisting of a layer of elastomer 
material impervious to air, adapted to ensure the hermetic seal of the inflated tire. 

Page 13, lines 26-31, amend the paragraph, as follows: 
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Assembling of the above Jisted components, as well as production of one or more of said 
components, takes place with the aid of a toroidal support 11, diagranmiatically shown in Figs. 2 
and 3, having the same configuration as the inner walls of the tire to be manufactured. 

Page 14, lines 14-23, amend the paragraph, as follows: 



This liner 10 can be advantageously made by circumferentially winding about the 
toroidal support 11[,] at least one ribbon-like band 12 of air-proof elastomer material, produced 
from an extruder and/or a calender located close to the toroidal support itself As viewed from 
Fig. 1, winding of the ribbon-like band 12 substantially takes place in circumferential coils 
disposed consecutively in side^by^side relationship to follow the profile in transverse section of 
the outer surface of the toroidal support 11. 

Page 14, line 31 - page 15, line 7, amend the paragraph, as follows: 
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Concurrently with winding of the ribbon-like band 12, application of a pair of auxiliary 
annular elements 12a can be carried out close to the inner circumferential edges of the carcass 
structure during its manufacturing step. Each of these auxiliary annular elements 12a can be 
obtained^ for example^ by winding the ribbon-like band 12 in a coil disposed axially side^by^side 
with the corresponding coil located at the inner perimetric edge of liner 10 defined or to be 
defined on the toroidal support 1 1 . Altematively, the auxiliary annular elements 12a can be 
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made up of at least one auxiliary ribbon-like band obtained from a respective extruder located at 
the toroidal support 11. 



Page 16, line 29 - page 17, line 6, amend the paragraph, as follows: 



The deposition apparatus 18 essentially comprises first guide members 19, consisting, for 
example^ of a pair of rollers borne on stationary rotation axes, arranged to engage the continuous 
strip-like element 13 produced by the extruder 15. Downstream of the first guide members 19, 
the strip-like element 13 comes into engagement with second guide members 20 consisting of 
further rollers^ for example, mounted on a movable carriage 21 reciprocating in a direction 
oriented transversely to the equatorial plane X-X of the toroidal support 1 1 . Slidably linked to 
the movable carriage 21, in a direction substantially perpendicular to the movement direction of 
the carriage itself, is at least one distributor element 22 consisting of a further roller, for example. 



Page 17, lines 13-19, amend the paragraph, as follows: 
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By a combination between the transverse movement of movable carriage 21 and radial 
movement of the distributor element 22, the distributor element lends itself to be translated by a 
reciprocating motion along a trajectory "t" extending according to a substantially U-shaped 
conformation about the profile in transverse section of the toroidal support 11. 

Page 18, lines 2-8, amend the paragraph, as follows: 
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For convenience in description, the deposition sections obtained as a result of a 
translation from right to left of the [deposition member] distributor element 22^ with reference to 
Figs. 2 and 3, will be hereinafter referred to as first deposition sections 23. Those obtained from 
translation of the distributor element in the opposite direction will be, instead, identified as 
second deposition sections 24. 



Page 19, lines 27-32, amend the paragraph, as follows: 
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In the embodiment diagrammatically shown in Fig. [2] i, where the circumferential 
distribution pitch of the individual deposition sections 23, 24 corresponds to the width of the 
strip-like element 13, the angular-rotation pitch of the toroidal support 1 1 will correspond to half 
the width of the strip-like element itself 

Page 20, lines 8-18, amend the paragraph, as follows: 

When the support element 22 comes close to the top of its stroke away from the 
geometric axis of rotation of the toroidal support 1 1, the movable carriage [22] 21 is translated in 
its movement direction from left to right with reference to Fig. 2. Under this circumstance, the 
distributor element 22 moves in a direction substantially parallel to the geometric axis of rotation 
of the toroidal support 11 in such a manner that, in a position radially external to the latter, there 
is formation of a crown portion 23b of the deposition section 23 being made. 
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Page 20, lines 19-24, amend the paragraph, as follows: 



When movable carriage 21 has substantially completed its translation stroke, the 
distributor element 22 is moved substantially radially close to the geometric rotation axis of the 
toroidal support 11. Under this circumstance^ a second side portion 23c of the first deposition 
section 23 is formed. 
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Page 22, lines 6-18, amend the paragraph, as follows: 

The abovcidescribed operating sequence of the deposition apparatus 18 enables the 
crown portions 23b, 24b of each deposition section 23, 24 in the obtained carcass ply 3 to be 
disposed consecutively in side^by-side relationship along the circumferential extension of the 
toroidal support 11, whereas the side portions 23a, 23c, 24a, 24c of each deposition section 23, 
24 are each disposed in superposition relationship with a side portion of at least one consecutive 
deposition section. More specifically, the first side portion 23a, 24a of each deposition 
section 23, 24 is partly superposed on the second side portion 23c, 24c of the previously formed 
deposition section 23, 24. 

Page 23, lines 3-9, amend the paragraph, as follows: 

It is to note that, due to the difference between the minimum and maximum radii R and 
R', the average density of the thread-like elements 13a, i.e.^ the amount of the thread-like 
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elements present in a circumferential section of given length, would have a tendency to 
progressively increase on moving close to the geometric rotation axis of the toroidal support 11. 



Page 23, lines 13-18, amend the paragraph, as follows: 



However, in the tire made in accordance with the present invention, mutual superposition 
of side portions 23a, 24c and 24a, 23c actually gives rise to halving of the average density to be 
measured along the inner circumferential edges of the obtained carcass ply 3, i.e.^ at the bending 
regions 25. 



Page 23, line 33 - page 24, line 7, amend the paragraph, as follows: 
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If the presence of these empty spaces is [wished] to be avoided, so as to consequently 
obtain a maximum structural homogeneity of the carcass ply 3 close to the inner circumferential 
edges of the carcass ply 3, a pressing step is provided to be sequentially executed on the strip- 
like element 13 at the regions of its longitudinal extension corresponding to the side 
portions 23a, 23c, 24a, 24c, so as to define regions of increased width [1'] LI on the extension of 
the strip-like element, which regions are located at the inner circumferential edges of the formed 
carcass ply 3. 

Page 24, lines 8-13, amend the paragraph, as follows: 



11 



Application No.: 09/873,330 
Filing Date: June 5, 2001 
Attorney Docket No.: 7040.0020.01 



Said pressing action can be carried out by a presser roller 29 mounted on the movable 
carriage 21^ for example, and adapted to be selectively set in motion by an actuator 30 to press 
the strip-like element 13 against one of the rollers being part of the second [transportation unit] 
guide members 20. 

Page 24, lines 14-27, amend the paragraph, as follows: 

Actuator 30 is sequentially activated during deposition of the strip-like element 13, so as 
to cause crushing of same at the sections of longitudinal extension intended to form the side 
portions 23a, 23c, 24a, 24c. Thrust exerted by actuator 30 can be conveniently estabUshed in 
order to obtain an increasingly growing crushing action^ for example^ on moving close to the 
bending regions 25 and a progressively decreasing action on moving away therefrom. The 
crushing action causes a reduction in the thickness of the elastomeric layer 13b and an increase 
in the width of the strip-like element 13 which, as a result, will cause the thread-like 
elements 13a to move apart from each other. 



Page 24, line 32 - page 25, line 11, amend the paragraph, as follows: 
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By suitably inclining the orientation of the geometric axis of rotation of the toroidal 
support 1 1 relative to the movement direction of the movable carriage 21, the crown 
portions 23b, 24b of the deposition sections 23, 24 can be given a desired inclination, preferably 
included between 0° and 15°^ and more preferably of about 3°, relative to a radial plane passing 
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by the geometrical axis. It is also to note that, due to the rotation steps carried out by the toroidal 
support 1 1 concurrently with the formation of each deposition section 23, 24, the side 
portions 23a, 23c, 24a, 24c of the deposition section will be inclined at an angle of 5/2 relative to 
a radial plane crossing the side portions themselves, the first side portions 23a, 24a having an 
opposite inclination direction with respect to the second side portions 23c, 24c. 



Page 26, lines 4-9, amend the paragraph, as follows: 



In a first embodiment shown in Figs. 1, 8, 15, 17^ and 19, the inextensible armular 
insert 32 is located at an axially^outer position relative to the bead core 31. In other words, the 
annular insert 32 is located, with respect to the bead core 31, at a laterally^opposite position 
relative to the equatorial plane X-X. 
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Page 26, lines 10-16, amend the paragraph, as follows: 

In a possible alternative solution, shown in Fig. 18, the inextensible annular insert 32 is, 
on the contrary, located at an axially^inner position relative to the bead core 31, i.e.^ on the side 
facing the equatorial plane X-X. In this case, the annular insert 32 preferably substantially 
extends in contact with the adjacent carcass ply 3. 

Page 26, line 30 - page 27, line 1, amend the paragraph, as follows: 
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Preferably, for accomplishment of each annular structure 4, first the inextensible annular 
insert 32 is formed within a molding cavity 34 defined in a mold 34a, 34b, by deposition of at 
least one thread-like element in concentric coils 32a disposed in mutual side^by^side relationship, 
according to circumferences of increasingly growing diameter about their geometric winding 
axis corresponding to the rotation axis of the tire. 

Page 27, lines 2-6, amend the paragraph, as follows: 

This operation can be advantageously performed by winding the thread-like element in a 
helical seating arranged in a first cheek 34a of mold ing cavity 34[a, 34b] which^ for the purpose^ 
can be driven in rotation about its own geometric axis. 

Page 27, line 28 - page 28, line 6, amend the paragraph, as follows: 

Preferably, filling of the mol ding cavity 34 [cavity] is carried out by injecting the raw 
elastomer material through at least one annular injector comprising an admission opening or 
hollow space 35 substantially extending over the whole circumferential extension of the molding 
cavity. In this way, a quick and homogeneous filling of the molding cavity 34 occurs, without 
the risk of stratification phenomena that could arise in the elastomer material if the latter [would 
be] were obliged to pass through admission channels of reduced section. It is to note that the 
admission hollow space 35 may be comprised of a plurality of slits homogeneously distributed 
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along the whole circumferential extension of the molding cavity 34, so as to give rise, in any 
case, to a quick and homogeneous filling of the molding cavity. 



Page 29, line 35 - page 30, line 4, amend the paragraph, as follows: 



Lengths 42 are individually and sequentially laid down onto the carcass structure 2 
consecutively in a circumferential alignment and in mutual side^by^side relationship along 
respective junction edges 42a parallel to cords 36a and corresponding to the opposite 
longitudinal edges of the belt ribbon 36. 



Page 30, lines 5-10, amend the paragraph, as follows: 
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Therefore^ the assembly of lengths 42 forms the first belt strip 6 of a continuous 
circumferential extension. As diagrammatically shown in Fig. 1 1, in the first belt strip 6 
cords 36a will be disposed transversely at an inclination corresponding to the cutting inclination 
of lengths 42. 

Page 30, lines 11-15, amend the paragraph, as follows: 

Preferably^ this inclination has a value corresponding to approximately 80° and^ in any 
case^ included between 45° and 90° relative to the circumferential extension direction, optionally 
with an opposite orientation relative to the underlying carcass ply 3. 
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Page 31, lines 18-22, amend the paragraph, as follows: 

Therefore, at least one second belt strip 7 is made, preferably by winding of at least one 
continuous elongated element 44 in the form of coils disposed axially in side^by^side relationship 
and extending circumferentially about the first belt strip 6. 



Page 31, lines 23-28, amend the paragraph, as follows: 



If required, the winding coils formed by the elongated element 44 can be disposed side- 
by-side in a variable axiaWistribution pitch[,] which^ for instance^ is greater close to the 
equatorial median plane X-X of the tire relative to the opposite side edges of the belt structure 5. 



Page 31, lines 29-34, amend the paragraph, as follows: 



As diagrammatically shown in Fig. 12, for preparation of the continuous elongated 
element 44, one or more elementary cords 44a fed fi-om corresponding reels 45[,] are parallelly 
joined together and rubberized by passage through a third extruder 46 supplied with elastomer 
material fi-om a third extrusion apparatus 47. 
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Page 32, lines 9-16, amend the paragraph, as follows: 
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In more detail, these cords consist of a given number of strands, each strand being formed 
of a given number of individual wires of a diameter not lower than 0.10 mm and not higher than 
[0,40] 0.40 mm, preferably included between 0.12 mm and 0.35 mm. Wires in the. strands and 
strands in the cord are helically wound together in the same direction, the winding pitches for 
wires and strands being the same or even different. 



Page 32, lines 17-19, amend the paragraph, as follows: 



Preferably, these cords are made of high-carbon (HT) steel wires, i.e.^ containing carbon 
to an extent not lower than 0.9%. 



Page 32, lines 33-36, amend the paragraph, as follows: 



In an altemative embodiment, specifically adopted with tires for cars, said winding is 
carried out with textile cords preferably of a heat-shrinkable material, such as NYLON 6 or 
NYLON 66, for example. 



Page 33, lines 3-8, amend the paragraph, as follows: 
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sheet of raw elastomer material 49[,] about the belt structure in a plurality of radially-superposed 



coils, as diagrammatically shown in Fig. 15. 



Page 34, lines 12-22, amend the paragraph, as follows: 



The outer cheek 53a is first coupled with a first inner cheek (not shown) to define a first 
cavity within the mold, in which cavity^ by injection of a first elastomer material, the radially 
outer portion 9a of the sidewall 9 is formed. The first inner cheek of mold 53 is then replaced by 
the second inner cheek [53b such],^ shaped that^ in the mold^ a second cavity partly delimited 
by the previously-molded radially outer portion 9a is defined. This second seating is intended 
for receiving the radially^inner portion 9b^ which is formed by injection of a second elastomer 
material. 



Page 34, lines 26-29, amend the paragraph, as follows: 



Tire 1^ thus manufactured^ is now ready to be removed firom the toroidal support II to be 
submitted to a vulcanization step that can be executed in any known and conventional manner. 
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Page 34, line 30 - page 35, line 6, amend the paragraph, as follows: 

According to a possible alternative embodiment, an air tube of closed tubular section may 
be advantageously associated with tire 1 in addition to, or in place of liner 10, before the 
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vulcanization step, which air tube is inserted into carcass structure 2 after the tire has been 
removed from the toroidal support 11. This air tube, not shown in the accompanying drawings, 
will be inflated after the tire has been introduced into a vulcanization mold[,] to supply an inner 
pressure adapted to ensure a perfect adhesion of the tire against the mold walls and, in particular, 
against the mold parts intended for defining the longitudinal and transverse cuts 8a of the tread 
pattem. 

Page 35, lines 20-27, amend the paragraph, as follows: 

Actually, the tire in reference can be obtained through manufacture of the different 
components directly on a toroidal support on which the tire is gradually formed or^ in any case^ 
very close thereto, hi this way^ all problems connected with manufacture, storage^ and 
management of semifinished products which are common to manufacturing processes of the 
traditional type are eliminated. 

Page 35, line 28 - page 36, line 8, amend the paragraph, as follows: 

It is to note^ in particular^ that formation of the carcass ply or plies by deposition of a 
strip-like element formed of several cords incorporated into one elastomer layer enables 
important advantages to be achieved. First of all, in comparison with the method described in 
the above mentioned U.S. Patent No. 5,453,140, the manufacturing time for each carcass ply can 
be greatly reduced, due to the simultaneous deposition of as many thread-like elements as [they] 
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there are contained in the strip-like element 13. Employment of the strip-like element 13 also 
dispenses with the need for previously depositing liner 10 onto the toroidal support. Actually, 
the elastomer layer 13b employed in forming the strip-like element 13 is capable^ by itself^ to 
ensure an efficient adhesion of strip-like element 13 to the toroidal support 11, thereby ensuring 
a steady positioning of the individual deposition sections 23, 24. 



Page 36, lines 9-20, amend the paragraph, as follows: 



Positioning accuracy^ as regards the deposition sections and the thread-like elements 
integrated thereinto^ is further improved by the fact that the strip-like element has an important 
structural consistency that makes it insensitive to vibrations or similar oscillation effects that can 
be transmitted by the deposition apparatus [28] 18. Li this connection^ it is to note that 
deposition of an individual thread-like element, as described in U^S^ Patent No. 5,453,140, makes 
it difficult to obtain an accurate deposition of each thread section, due exactly to vibrations 
and/or oscillations undergone by said thread during the deposition step. 



Page 36, lines 21-27, amend the paragraph, as follows: 
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Furthermore, simultaneous deposition of a plurality of thread-like elements in accordance 
with the invention enables the deposition apparatus [28] 18 to be operated at slower rates than 
required when deposition of the individual thread is concerned, which is a further advantage in 
terms of working accuracy without^ on the other hand^ impairing productivity. 
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Page 37, lines 1-6, amend the paragraph, as follows: 

In addition to the above, the strip-like element can be steadily fastened to the toroidal 
support by a vacuum effect produced through possible [suction ducts] holes 28, which steady 
fastening by vacuum cannot be achieved by known processes carrying out deposition of an 
individual thread. 

Page 38, lines 6-19, amend the paragraph, as follows: 

As can be easily viewed from said figure, the presence of the inextensible annular 
insert 32 prevents the tire bead from rotating under the effect of the slip thrust N directed 
parallelly to the tire axis, turning on its resting point against the security hump 57 arranged in 
rim 54. Under this situation^ the slip thrust N, transmitted along the carcass ply 3 until close to 
the bead [rim] core 31, gives rise to a radial component Nu which tends to move the bead away 
from the bead seat 55 and is counteracted by the circumferential inextensibility of the annular 
structure 4, as well as to an axial component tending to push the bead against the 
circumferential flange 56^ ensuring maintenance of a steady positioning of same. 

Amendments to the Claims 
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Please amend claims 39, 46, and 76-80; as follows: 
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39. (twice amended) A method of making a tire, comprising [the steps of]: 
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making a carcass structure; 

applying a belt structure to the carcass structure at a circumferentially-extemal position 
[thereof] of the carcass structure ; 

applying a tread band to the belt structure at a circumferentially-extemal position 
[thereof] of the belt stmcture ; 

applying at least one pair of sidewalls to the carcass stmcture at laterally-opposite 
positions; and 

vulcanizing the tire; 

wherein [the step of] making the carcass stmcture involves formation of at least one first 
carcass ply, comprising [the steps of]: 

preparing at least one continuous strip element comprising a plurality of longitudinal and 
parallel thread elements at least partly coated with at least one layer of raw elastomeric material; 
and 

depositing the at least one continuous strip element onto a toroidal support in alternating 
deposition sections[, each extending]; 

wherein each respective deposition section extends in a substantially U-shaped 
conformation [about] against a profile in transverse section of the toroidal support or a 
previously-deposited deposition section, substantially over an entire length of the respective 
deposition section, to define two side portions and a crown portion , 

wherein the side portions substantially extend[ing] in planes orthogonal to a geometric 
axis of rotation of the toroidal support at mutually-spaced-apart positions in an axial direction, 
[and a] 
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wherein the crown portion [extending] extends in a radially-external position between the 
side portions, 

wherein the crown portion of each deposition section [being] is arranged consecutively in 
side-by-side relationship along a circumferential extension of the toroidal support, and 

wherein the side portions of each deposition section are each [being] partly overlapped 
with a side portion of at least one consecutive deposition section. 
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46. (twice amended) A method of making a tire, comprising [the steps of]: 
making a carcass structure; 

applying a belt structure to the carcass structure at a circumferentially-extemal position 
[thereof] of the carcass structure : 

applying a tread band to the belt structure at a circumferentially-extemal position 
[thereof] of the belt structure ; 

applying at least one pair of sidewalls to the carcass structure at laterally-opposite 
positions; and 

vulcanizing the tire; 

wherein [the step of] making the carcass structure involves formation of at least one 
carcass ply, comprising [the steps of]: 

preparing at least one continuous strip element comprising a plurality of longitudinal and 
parallel thread elements at least partly coated with at least one layer of raw elastomeric material; 
and 
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depositing the at least one continuous strip element onto a toroidal support in alternating 
deposition sections [extending]; 

wherein each deposition section extends in a substantially U-shaped conformation [about] 
against a profile in transverse section of the toroidal support or a previously-deposited deposition 
section to define two side portions and a crown portion , 

wherein the side portions substantially extend[ing] in planes orthogonal to a geometric 
axis of rotation of the toroidal support at mutually-spaced-apart positions in an axial direction, 
[and a] 

wherein the crown portion [extending] extends in a radially-extemal position between the 
side portions, 

wherein the crown portion of each deposition section [being] is arranged consecutively in 
side-by-side relationship along a circumferential extension of the toroidal support, [and] 

wherein the side portions of each deposition section die each [being] partly overlapped 
with a side portion of at least one consecutive deposition section, 

wherein formation of the at least one carcass ply fiuther comprises [the step of] pressing 
the at least one strip element at the side portions of the deposition sections to define regions of 
greater width close to radially-inner circimiferential edges of the carcass structure, and 

wherein the pressing [step] is carried out on the at least one strip element during [the 
deposition step] depositing the at least one continuous strip element by exerting a pressing action 
on a section of the at least one strip element before that section is deposited onto the toroidal 
support. 
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76. (once amended) A method of making a tire, comprising [the steps of]: 
making a carcass structure; 

applying a belt structure to the carcass structure at a circumferentially-extemal position 
[thereof] of the carcass structure ; 

applying a tread band to the belt structure at a circumferentially-extemal position 
[thereof] of the belt structure ; 

applying at least one pair of sidewalls to the carcass structure at laterally-opposite 
positions; 

applying at least one inextensible annular structure to an area close to inner 
circumferential edges of at least one carcass ply; and 
vulcanizing the tire; 

wherein [the step of] making the carcass structure involves formation of the at least one 
carcass ply, comprising [the steps of]: 

preparing at least one continuous strip element comprising a plurality of longitudinal and 
parallel thread elements at least partly coated with at least one layer of raw elastomeric material; 
and 

depositing the at least one continuous strip element onto a toroidal support in alternating 
deposition sections[, each extending]; 

wherein each respective deposition section extends in a substantially U-shaped 
conformation [about] against a profile in transverse section of the toroidal support or a 
previously-deposited deposition section, substantially over an entire length of the respective 
deposition section, to define two side portions and a crown portion . 
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wherein the side portions substantially extend[ing] in planes orthogonal to a geometric 
axis of rotation of the toroidal support at mutually-spaced-apart positions in an axial direction, 
[and a] 

wherein the crown portion [extending] extends in a radially-external position between the 
side portions[;]i 

wherein the crown portion of each deposition section is arranged consecutively in side- 
by-side relationship along a circumferential extension of the toroidal support, 

wherein the side portions of each deposition section are each partly overlapped with a 
side portion of at least one consecutive deposition section, and 

wherein the formation of the at least one carcass ply occurs before [the step of] applying 
the at least one inextensible annular structure to the area close to the inner circumferential edges 
of the at least one carcass ply. 



FINNEGAN 
HENDERSON 
FARABOW 
GARRETT& 
DUNNERLLP 

1300 I Street, NW 
Washington, DC 20005 
202.408.4000 
Fax 202.408.4400 
www. fi n negan .CO m 



77. (once amended) A method of making a tire, comprising [the steps of]: 
making a carcass structure; 

applying a belt structure to the carcass structure at a circumferentially-extemal position 
[thereof] of the carcass structure ; 

applying a tread band to the belt structure at a circumferentially-extemal position 
[thereof] of the belt structure : 

applying at least one pair of sidewalls to the carcass structure at laterally-opposite 
positions; and 

vulcanizing the tire; 
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wherein [the step of] making the carcass structure involves formation of at least one 
carcass ply, comprising [the steps of]: 

preparing at least one continuous strip element comprising a plurality of longitudinal and 
parallel thread elements at least partly coated with at least one layer of raw elastomeric material; 
and 

depositing the at least one continuous strip element onto a toroidal support in alternating 
deposition sections[, each extending]; 

wherein each respective deposition section extends in a substantially U-shaped 
conformation [about] against a profile in transverse section of the toroidal support or a 
previously-deposited deposition section, substantially over an entire length of the respective 
deposition section, to define two side portions and a crown portion , 

wherein the side portions substantially extend[ing] in planes orthogonal to a geometric 
axis of rotation of the toroidal support at mutually-spaced-apart positions in an axial direction, 
[and a] 

wherein the crown portion [extending] extends in a radially-external position between the 
side portions[;]^ 

wherein the crown portion of each deposition section is arranged consecutively in side- 
by-side relationship along a circumferential extension of the toroidal support, 

wherein the side portions of each deposition section are each partly overlapped with a 
side portion of at least one consecutive deposition section, and 

wherein the at least one continuous strip element is deposited onto an exterior surface of 
the toroidal support or a previously-deposited deposition section . 
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78. (once amended) A method of making a tire, comprising [the steps of]: 
making a carcass structure; 

applying a belt structure to the carcass structure at a circumferentially-extemal position 
[thereof] of the carcass structure : 

applying a tread band to the belt structure at a circumferentially-extemal position 
[thereof] of the belt structure ; 

applying at least one pair of sidewalls to the carcass structure at laterally-opposite 
positions; and 

vulcanizing the tire; 

wherein [the step of] making the carcass structure involves formation of at least one first 
carcass ply, comprising [the steps of]: 

preparing at least one continuous strip element comprising a plurality of longitudinal and 
parallel thread elements at least partly coated with at least one layer of raw elastomeric material; 
and 

depositing the at least one continuous strip element onto a toroidal support in altemating 
deposition sections[, each extending]; 

wherein each respective deposition section extends in a substantially U-shaped 
conformation [about] against a profile in transverse section of the toroidal support or a 
previously-deposited deposition section, substantially over an entire length of the respective 
deposition section, to define two side portions and a crown portion . 
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wherein the side portions substantially extend[ing] in planes orthogonal to a geometric 
axis of rotation of the toroidal support at mutually-spaced-apart positions in an axial direction, 
[and a] 

wherein the crown portion [extending] extends in a radially-external position between the 
side portions[;]i 

wherein the crown portion of each deposition section is arranged consecutively in side- 
by-side relationship along a circumferential extension of the toroidal support, 

wherein the side portions of each deposition section are each partly overlapped with a 
side portion of at least one consecutive deposition section, and 

wherein crown portions of consecutive deposition sections are parallel to each other. 

79. (once amended) A method of making a tire, comprising [the steps of]: 
making a carcass structure; 

applying a belt structure to the carcass structure at a circumferentially-extemal position 
[thereof] of the carcass structure : 

applying a tread band to the belt structure at a circumferentially-extemal position 
[thereof] of the belt structure ; 

applying at least one pair of sidewalls to the carcass structure at laterally-opposite 
positions; and 

vulcanizing the tire; 

wherein [the step of] making the carcass structure involves formation of at least one 
carcass ply, comprising [the steps of] : 
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preparing at least one continuous strip element comprising a plurality of longitudinal and 
parallel thread elements at least partly coated with at least one layer of raw elastomeric material; 
and 

depositing the at least one continuous strip element onto a toroidal support in alternating 
deposition sections[, each extending]; 

wherein each respective deposition section extends in a substantially U-shaped 
conformation [about] against a profile in transverse section of the toroidal support or a 
previously-deposited deposition section, substantially over an entire length of the respective 
deposition section, to define two side portions and a crown portion . 

wherein the side portions substantially extend[ing] in planes orthogonal to a geometric 
axis of rotation of the toroidal support at mutually-spaced-apart positions in an axial direction, 
[and a] 

wherein the crown portion [extending] extends in a radially-external position between the 
side portions[;]i 

wherein the crown portion of each deposition section is arranged consecutively in side- 
by-side relationship along a circumferential extension of the toroidal support, 

wherein the side portions of each deposition section are each partly overlapped with a 
side portion of at least one consecutive deposition section, and 

wherein [the] a crown section of each carcass ply comprises a single layer of the 
deposition sections. 

80. (once amended) A method of making a tire, comprising [the steps of] : 
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making a carcass structure; 

applying a belt structure to the carcass structure at a circumferentially-extemal position 
[thereof] of the carcass structure : 

applying a tread band to the belt structure at a circumferentially-extemal position 
[thereof] of the belt structure ; 

applying at least one pair of sidewalls to the carcass structure at laterally-opposite 
positions; and 

vulcanizing the tire; 

wherein [the step of] making the carcass structure involves formation of at least one 
carcass ply, comprising [the steps of] : 

preparing at least one continuous strip element comprising a plurality of longitudinal and 
parallel thread elements at least partly coated with at least one layer of raw elastomeric material; 
and 

depositing the at least one continuous strip element onto a toroidal support in alternating 
deposition sections[, each extending]; 

wherein each respective deposition section extends in a substantially U-shaped 
conformation [about] against a profile in transverse section of the toroidal support or a 
previously-deposited deposition section, substantially over an entire length of the respective 
deposition section, to define two side portions and a crown portion , 

wherein the side portions substantially extend[ing] in planes orthogonal to a geometric 
axis of rotation of the toroidal support at mutually-spaced-apart positions in an axial direction, 
[and a] 
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wherein the crown portion [extending] extends in a radially-external position between the 
side portions[;]i 

wherein the crown portion of each deposition section is arranged consecutively in side- 
by-side relationship along a circumferential extension of the toroidal support, and 

wherein, for consecutive deposition sections, a side portion of a second-deposited section 
disposed farther from an equatorial plane of the tire overlaps a side portion of a first-deposited 
section disposed closer to the equatorial plane of the tire. 
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